` Work Order ID 47935A 


Friday, June 26, 2009 9:00:31 AM 


Page 1 


Item ID: — D2724-042 Gg INDIAN setup Score UNI 
Revision ID: C 
Item Name: 206L Step Assembly stop MMT 
Start Date: 7/15/2009 Start Qty: 4.00 UH Cust Item ID: 
Required Date: 8/3/2009 Req'd Qty: 4.00 NNN Customer: 
Reference: 
Run seart HBD 
Approvals: Process Plan: Date: Tooling: Date: ši 
ac: Date: SPC (YIN: Date uL 
Sequence ID/ Operation Set Up/ Draw Draw Plan po Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
Draw Nbr Revision Nbr | 
| 2724 Rev C | 
100 0.00 
LLL SÉ EE 
Large Fab Memo 0.00 ; 
Large Fab Cut D2724-2 using D2622 extrusion as per Dwg D2724ODeburr and bevel ends 
for welding BH galo SAD OF-OF-O0! (D 
110 0.00 
LL SEN ) 74 
Large Fab Memo 0.00 
Large Fab kira end cap and lugs as per Dwg D2724 using Jig DT8898 followed by Jig f, 4 : D7. / Yy 
DT (OneEndOnly)OA/R ALROD Batch::%// (Q/ C2 _OGrind 
end cap welds flush miO 774. 
120 QC9- Inspect visual per QS1004- Fusion Welds 0.00 
AO AA OT 
QC Memo 0.00 ^b TÉ Y 


Quality Control 


` Work Order ID 47935A [JJ - 


Friday, June 26, 2009 9:00:31 AM 


ND SE LARA AR za stare MII 


Revision ID: C 


Item Name: — 200L Step Assembly d 
Start Date: 7/15/2009 Start Qty: 4.00 il D ||| Cust Item ID: 
Required Date: 8/3/2009 Req'd Qty: 4.00 JANINA Customer: 
Reference: 
Run Start JD 

Approvals: Process Plan: Date: Tooling: Date: ma i 

oc: Date: SPC Oe Date: a 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 2 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
130 QCS- Inspect part completeness to step on W/O 0.00 

pom 

ne a _ ec? Serb v CyAH— 
Quality Control 
140 Chemical Conversion Coat per QSIO05 4.1 0.00 d 
Sum N a Hari 
Hand Finishing 


QC3- Inspect Part Finish 0.00 


ELIT SAD 04-07-" Y 


Quality Control 


Memo 0.00 


` Work Order ID 47935A 
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Item ID: 2724-042 Argi DARAN Seco ze (IN 
Revision ID: C 
Item Name: 2061 Sep Assembly stop MIR 
Start Date: 7/15/2009 Start Qty: 4.00 HI il ll Cust Item ID: } 
Required Date: 8/3/2009 Req'd Qty: 4.00 TUAM Customer: 
Reference: 
Re Ser QU 
Approvals: Process Plan: Date: Tooling: Date: 
Stop 
Qc: Date: SPC (Y/N): Date: LULULLL 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
160 . 0.00 
LLLI cdd V 
Large Fab Memo 0.00 
Large Fab Inspect for foreign object per QSI 0240 Weld Remainig end cap as per Dwg , EE: D OJ = / 4 
D2724 using Jig DT8898 followed by Jig ODT OA/R ALROD 


Batch: 777. 


170 
LLLI 
QC 


Quality Control 


Memo 


180 
LULU 
QC 


Quality Control 


Memo 


E OGrind end plate flush. 


QC9- Inspect visual per QS1004- Fusion Welds 


QC5- Inspect part completeness to step on W/O 


0.00 


f) oue Se 


0.00 


“O Bele Gub 


` Work Order ID 47935A 
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DLL Page 4 


Item ID: Ace HIA ARAM eto sre QM 
Revision ID: 
Item Name: ` 206L Step Assembly Stop UI II | | Ii 
Start Date: Start Qty: 4.00 TI Cust Item ID: 
Required Date: 8/3/2009 Req'd Qty: 4.00 INN Customer: 
Reference: 
Run Ser HINA 
Approvals: Process Plan: Date: Tooling: Date: 
Date SPECON: Date: NE 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code ty Qty Number Stamp 
190 Chemical Conversion Coat per QSI005 4.1 0.00 
MO - 
(MIT SURI €— 
HandFinish Memo 0.00 
Hand Finishing 
White Gloss(Ref:4.3.5.1) per QSI005 4.3-Alum 0.00 


ITT 


Powdercoat 


Powder Coating 


210 


A 


Quality Control 


PEDIR LORS UNO Ce: ED 
0.00 


Memo 
4 Kasi 


START TIME: 


3: LS QAU FINISH TIME: í ; 


QC3- Inspect Part Finish 


Me 


CAC 


ONE TEMPERATURE ail ase Re xu MW 
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Item ID: D2724-042 

Revision ID: C 

Item Name: 206L Step Assembly 

Start Date: 7/15/2009 Start Qty: 4.00 
Required Date: 8/3/2009 Req'd Qty: 4.00 


Reference: 


Accept III sese se UI 


(A Ge 
UI il | Customer: 


stop ID 


zer IA 


Approvals: Process Pian: Date: Tooling: Date: 
Stop 
ac: pue emm — Date: (rn) 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Number Stamp 
220 Pressure Wash per. QSIQ05.4.3 0.00 
LULU Wing Valk doe smD Or Ze 
andFinish Memo 0.00 
Hand Finishing TDA KH; n^ wu tois 
QC3- Inspect Part Finish 0.00 


Wu 


Quality Control 


240 
LNAI 
Packaging Memo 


Packaging 


Identify as per dwg & Stock Location: 0.00 


sweet 


Mo 41435 


alala sd @ 


` Work Order ID 47935A 
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LOT A Page 6 


aD Ee SES Lun ze ze HI 
Revision ID: C 
Hem Name: 2061 Stop Assn E INA 
Start Date: 7/15/2009 Start Qty: 4.00 D ll il Cust Item ID: 
Required Date: 8/3/2009 Req'd Qty: 4.00 kukn Customer: 
Reference: 
Run Start UH 
Approvals: Process Plan: Date: Tooling: Date: 
ac: Date: SPC (WIN): Date: Sor PNI 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
250 21- Final Inspection - Work Order Release 0.00 
DNA AM 84 loal z2 
Qc Memo 0.00 
Quality Control 


MP 09-01-32 


. Picklist Print 
Friday, June 26, 2009 9:00:31 AM 


Page 1 


Work Order ID: 47935A 


Parent Item: ` D2724-042RevC WIRD) 
Parent Item Name: — 206L Step Assembly Start Date: 7/15/2009 Required Date: 8/3/2009 
Comments: Start Qty: 4.00 Required Qty: 4.00 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of ^ Qtyon Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
D3458-3RevA No 100 Each 0.0000 8.0000 f 
AA ` MM 3 243: 4 09-01-13 
Ser Mounting Se 
2622-120CRevC No 110 Each 0.0000 4.0000 

Ch Wi T AA OAN il MM B3 4% S20 OTO? oi 
Step E 
Se No 110 Each 0.0000 8.0000 Cé 
MITTAL IN 8 45: mys 
Step End Plate 

D3458-1RevA No 110 Each 0.0000 8.0000 


AA 


Step Mounting Plate 


d 
“EBA 


de GOB-O 2 a 
D Ng a Dart Aerospace Ltd. 


Date: Wednesday, 13/05/2009 11:29:00 AM 
User: Julie Dawson 


Process Sheet 


Customer : CU-DAROO1 Dart Helicopters Services Drawing Name : 206L /407 STEP ASSY, RH 
Job Number : 47935A 

Estimate Number : 11703 

P.O. Number E Part Number : D2724042 
This Issue : 13/05/2000 S.O. No. : Drawing Number ` : D2724 REVC 
Prsht Rev. : NC Project Number : N/A 

First Issue II Type : LARGE FAB ASSY Drawing Revision : C 

Previous Run : 43032A Material : 

Written By f Due Date : 29705/2009 
Checked & Approved By : JODA OAA NG 
Comment : EstRev:E AsPerEcn 766 06-0106 JLM 


Additional Product 


Seq. #: Machine Or Operation: Description : 
1.0 D2622120C Step Extrusion 


Comment: Qty: 1.0000 Each(s)/Unit Total: 4.0000 Each(s) 
Qty Part # Description Batch: 
1 D2622-120C Extrusion PALA 


Check Material for any Dents or Defects 


LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


Comment: LARGE FABRICATION RESOURCE 1 


Cut D2724-2 using D2622 extrusion as per Dwg D2724 
Deburr and bevel ends for welding 
D2734 Step End Plate 


Comment: Qty: 2.0000 Each(s)/Unit Total: 8.0000 Each(s) 
206 Step Endplate 


Pick: 


Qty Part Number Description Batc 
2 02734 End Cap B Ze 555 


D34581 Step Mounting Plate 


Comment: Qty: 2.0000 Each(s)/Unit Total: 8.0000 Each(s) 
Pick: 
Qty Part Number Description Batch 
2 D3458-1 Plate RY Yeo? 


Page 1 Form: rprocess 


Date; > “Wednesday, 13/05/2009 11:29:00 AM 
User: Julie Dawson Process Sheet 


Customer: CU-DAR001 Dart Helicopters Services Drawing Name: 206L /407 STEP ASSY, RH 


Job Number: 47935A Part Number: D2724042 


Machine Or Operation: Description : 
D34583 Step Mounting Plate 


IIHI EM 


Comment: Qty.: 2.0000 Each(s)/Unit Total: 8.0000 Each(s) 
Pick: . 
Qty Part Number Description Batch Va 


2 D3458-3 Plate BYYCOS 


LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


Comment: LARGE FABRICATION RESOURCE 1 


Weld end cap (One End Only) and lugs as per Dwg D2724 using Jig DT8898 followed by Jig f TA 
AR ALROD Batch. Di //C/ 30 OG OF ~f, Y 
EK a- 


Grind end cap welds flush 


VISUAL WELDING INSPECTION 


9 
` ) 


Comment: VISUAL WELDING INSPECTION 


d QC5 


* Comment: INSPECT WORK TO CURRENT STEP 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 L i 
Chemical Conversion Coat as per QSI 005 4.1 ` ; k 


3 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 
LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


Comment: LARGE FABRICATION RESOURCE 1 / d 


INSPECT WORK TO CURRENT STEP 


INSPECT POWDER COAT/CHEMICAL CONVERSION” 


inspect for foreign object per QSI 024 


| 
Weld Remainig end cap as per Dwg D2724 using Jig DT8898 followed by Jig : 
Page 2 ' Form: rprocess 


Date, + “Wednesday, 13/05/2009 11:29:00 AM 


User: Julie Dawson Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services Drawing Name: 206L /407 STEP ASSY, RH 


Job Number: 47935A Part Number: D2724042 


Machine Or Operation: Description : 


DT 
AIR ALROD Batch: 47 // O/ JO 


Grind end plate flush. 


9 


Comment: VISUAL WELDING INSPECTION 


5 


Comment: |NSPECT WORK TO CURRENT STEP 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 


VISUAL WELDING INSPECTION 


INSPECT WORK TO CURRENT STEP 


Touch up Alodine 
POWDER COATING POWDER COATING 


IN ` zg. 


Comment: POWDER COATING Pressure LA 
Powder Coat White Gloss (Ref: 4.3.5.1) as per QSI 005 4.3 


START TIME: U Som 
OVEN TEMPERATURE:. 32 04: 
— TIME: 


E 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION , 
17.0 HAND FINISHING1 HAND FINISHING RESOURCE #1 


| ` uer 


Comment: Wing Walk as per Dwg D2724 and QSI 00 54.4 


3 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 


Page 3 Form: rprocess 


* Wednesday, 13/05/2009 11:29:00 AM 


"User ` Julie Dawson Process Sheet 
Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: 206L /407 STEP ASSY, RH 
Job Number: 47935A 


O Iain 


Seq. #: Machine Or Operation: Description : 
PACKAGING 1 PACKAGING RESOURCE #1 


Comment: PACKAGING RESOURCE #1 
Identify and Stock 
Location: 


Part Number: D2724042 


FINAL INSPECTION/W/O RELEASE 


HINDI DON 


: FINAL INSPECTION/W/O RELEASE 


ITA 


Job Completion 


Page 4 Form: rprocess 


“ONE "WSN 3IVdSOYIV lNVO MOUI NOISSINYId N3lLMM INOHLIM NOSH3d WIHLO ANY Ol (31VOINDMMOO MO 
ANY 403 On 38 Ol LON SI D 1VHl NOWWONOD SS3NdX3 3HL NO O3MddNS S! ONG 19HN3O0LINOO ONY ZJIVAIYd SI INIWNJIOO SIHL 


Q3d0D MO 3SOduNd 


"INI "ven 3OVASONIV LUVO Aq S002 © 1u5uKdoo 


tang] D2724-041 LH STEP ASSEMBLY 
X 


106.21 
MEASURED BEFORE END CAPS WELDED IN PLACE 


A 


81.11 
DISTANCE TO 
PLATE CENTER 
LINES AT TOP 
OF STEP 


0.900 
(REF) 


11.45 


D3458-1 


PLATE ~~ 02724 


ROUND CORNER OF EXTRUSION TO 
MATCH BEND RADIUS OF END PLATE 


QTY | PART NUMBER DESCRIPTION 
-042 


2724-042 RH STEP ASSEMBLY 
EE DEER 
D2622-107 EXTRUSION 


D2734 END PLATE 


MAKE FROM EXTRUSION D2622 PICAL STEP EN 
WELD PER DART QS! 004 NOT TO SCALE 
FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

POWDER COAT ASSEMBLY WHITE (4.3.5.1) PER DART QSI 005 4.3 

APPLY BLACK ANTI-SKID PAINT PER DART QS! 005 4.4 
ALL DIMENSIONS ARE IN INCHES 
ALL TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 


NOTE: ALL WELDS SHALL 
BE 100% VISUALLY 
INSPECTED BY A QUALIFIED 
INSPECTOR PER DART 
QSI 004 


APPLY BLACK 
ANTI—SKID ON 
TOP SURFACE 
TO BOTTOM 

OF TOP RADIUS 


REFER TO STEP 


END DETAIL 
-1 
A MAKE FROM EXTRUSION 02622—107 


3iva 


| pem 03323H2 


ER 


SL GO GO 


AB NAVYO 


61'60'S0 
61'01'86 
Hd 


alae 5 
mimo Oo O 
||sO r- 
oio» N > 
mima > AO 
lo o 4 
ole Si 
E SE u > 
> mr m inu 
olo ms) 2 
ojz SQ 
£m IS d 
o 
eor, [m ey 
a dé = SCH 
dä 
< z 
Al — 
` S 
: » 
z 


3INSSI MIN | YOZLZE 


t JO 1 133HS 


